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ABSTRACT

The invention relates to a method for machining control
edges of a valve, preferably of a valve for a fuel 1njection
device of an internal combustion engine, with the fuel
injection device having at least one piston with control edges
which co-operate with control edges fixedly connected to a
valve, wherein respectively co-operating control edges are
machined 1n one single machining operation with the aid of
one single tool. The mvention also relates to a fuel injection

device with a valve which has control edges machined
according to this method and which activates at least one

injection valve body for closing off
wherein the valve 1s controlled by a control unit and 1s
equipped with working connections by which a pressure

nozzle openings,

medium 1s supplied to a control piston for displacing the

injection valve body.

11 Claims, 2 Drawing Sheets
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METHOD FOR MACHINING CONTROL
EDGES OF A VALVE FOR A FUEL
INJECTION DEVICE OF AN INTERNAL
COMBUSTION ENGINE AND FUEL
INJECTION DEVICE WITH SUCH A VALVE

BACKGROUND OF THE INVENTION

The present mvention relates to a method for machining
control edges of a valve, preferably, of a valve for a fuel
injection device of an 1nternal combustion engine, such fuel
injection device having at least one piston provided with
control edges which co-operate with control edges fixedly
connected to a valve. The present invention also relates to a
fuel 1njection device having a valve having control edges
manufactured pursuant to the foregomng method and with the
aid of which at least one valve body can be activated that can
close off nozzle openings.

For a reliable and clean mixture formation within the
combustion chamber, mternal combustion engines, Diesel
engines 1n particular, require an 1njection process consisting
of several individual injection actions. These injection
actions are divided 1nto a pre-injection and a main injection
action of the fuel. For producing the pre-injection fuel
quantity, a control unit 1s employed which requires a high-
cost electronic control system and which shows energy
losses. With 1njection devices based on the principle of
pressure 1ntensification, a very fast-operating and precise
pilot valve 1s required, for the injection process in order to
enable the secure intensification of the injection actions.
Such pilot valves have to be manufactured with great
precision and a complicated structural design and at high
costs 1n order that they can reliably control the pre-injection
action as well as the main 1njection.

Therefore, 1t 1s an object of the present invention to
provide the method and the fuel injection device of the
aforementioned kind such that the valve can be manufac-
tured with high precision at low costs.

SUMMARY OF THE INVENTION

This object 1s solved with the inventive method by
machining the respectively co-operating control edges 1n
one single machining operation with the aid of one single
tool. The object 1s solved with the inventive device by
providing the valve to be controllable by a control unit and
to be equipped with working connections by means of which
a pressure medium 1s supplied to a control piston by which
the valve body can be activated.

With the 1inventive method, the respectively co-operating
control edges are machined 1n one single operation by a
single tool. Since the pairs of the two control edges posi-
fioned toward each other are manufactured in one single
operation, merely the tolerance of the tool 1s transferred onto
the structural members of the valve provided with the
control edges. Thereby, the control edges which are decisive
for a high precision of the valve can be manufactured 1n a
simple and 1mmexpensive way. With the mventive fuel injec-
tion device, the respective fuel quantity can be 1njected into
the combustion chamber very precisely at the required
quantity.

BRIEF DESCRIPTION OF THE DRAWINGS

The object and advantages of the present invention will
appear more clearly from the following specification 1n
conjunction with the accompanying schematic drawings in
which:
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FIG. 1 shows a longitudinal section of a piston and a
bushing of an mventive valve, the drawing showing 1n the
upper and the lower half, respectively, different tools for
machining of control edges;

FIG. 2 shows a cross-sectional view along line II—II of
FIG. 1;

FIG. 3 shows a longitudinal section of a fuel injection
device with the inventive valve.

DESCRIPTION OF THE PREFERRED
EMBODIMENTS

The present invention will now be described in detail with
the aid of several specific embodiments utilizing FIGS. 1
through 3.

The valve described 1n the following 1s advantageously a
pilot valve. It has a valve body 21 (FIG. 3) provided with a
receiving space 1nto which a bushing 1 1s inserted. It is
inserted 1nto the receiving space of the valve body 21 by
means of a clearance {it, transition fit, or press {it, or it 1s
mechanically detained 1n a defined position within the valve
body 21, e.g., by a stop, a ring, or the like. The bushing 1 has
two working connections A and B to which consuming
means to be controlled are connected. Furthermore, the
bushing 1 1s provided with a pressure connection P via
which the pressurized hydraulic medium 1s supplied. The
two working connections A, B and the pressure connection
P are bore holes within the wall of the bushing 1.

The bushing 1 receives a piston 2 which 1s axially
displaceable within the bushing 1. Each of the ends of the
piston 2 1s connected to a respective annular stay 3 and 4.
Thus, an annular groove § 1s formed between the annular
stays 3 and 4. The annular groove § forms the connection
between the pressure connection P and the working connec-
tion A or B, depending on the position of the piston 2.

The annular stays 3, 4 of the piston 2 and the working
connections A, B of the bushing 1 co-operate with each other
via control edges 6 to 13. They are formed in a known
manner by the lateral limiting surfaces of the working
connections A, B of the bushing 1 and the annular stays 3,
4 of the piston 2. In order to ensure a proper switching
operation of the pilot valve, the control edges must, both, be
machined and aligned toward each other with precision.

The machining of the control edges 6 to 9 at the working
connection A will described in more detail with the aid of
FIG. 1. The control edges 10 to 13 1n the area of the other

working connection B are manufactured 1n the same manner.

The respectively co-operating control edges 6,7 and 8, 9
are each machimned simultanecously with one single tool.
When the control edges at the bushing 1 and at the piston 2
are machined, the two structural members are axially fixedly
positioned and are kept in this position so that they cannot
be shifted against each other during the machining process.
This 1s 1llustrated 1n FIG. 1 by the force arrow F. The force
acts upon a piston rod 14 which 1s pressed against a fixedly
connected stop 15 by the force F. Thus, the piston 2 1s fixedly
detained during the machining process in a defined position
relative to the bushing 1. Also the bushing 1 1s axially fixedly
detained so that 1t cannot be shifted during the machining
Process.

The stop 15 1s advantageously adjustable 1 the axial
direction of the piston 2 so that the axial position of the
piston 2 can be precisely adjusted relative to the bushing 1.
It 1s, of course, possible to provide the positioning of the
bushing 1 to be adjustable.

FIG. 1 illustrates in 1ts upper half that the pair of control
edges 8, 9 1s sitmultaneously machined with a grinding disk
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16 provided fixedly connected to a shaft which is arranged
parallel to the axis of the piston 2. The two control edges 8,
9 are spaced apart 1 the axial direction with the space
corresponding to the thickness of the grinding disk 16. The
diameter of the grinding disk 16 1s so large that the control
cdges 8, 9 can be machined along their radial width.

The bushing 1 and the piston 2 are pre-machined and are
already provided with the connections A, B, P. Furthermore,
they are provided in the area of the control edges to be
machined with a slight overmeasure so that the grinding disk
16 can still remove material at the bushing 1 and at the piston
2. The two control edges 8, 9 are simultaneously machined
with the grinding disk 16. The rotating grinding disk 16 1s
moved radially from the outside to the 1nside and thereby the
overmeasure 1s removed at the bushing 1 and at the piston
2 so that the planar control edges 8, 9 which are thereby
created have an exact measure. Since the two control edges
8, 9 which co-operate during the operation of the valve are
machined by the grinding disk 16 1n one single operation,
only the tolerance of the grinding disk 16 transfers to the
bushing 1 and the piston 2.

As soon as the control edges 8, 9 of the working connec-
tion A are machined, the grinding disk 16 1s removed and the
piston 2 1s displaced axially relative to the bushing 1 into a
position as it 1s 1llustrated in the lower half of FIG. 1. Now,
the control edges 6 and 7 of the bushing 1 and the piston 2
can be machined with the grinding disk 16.

In the same manner, also the pairs of control edges 10, 11
and 12, 13 in the area of the working connection B are
machined with the grinding disk 16.

The lower half of FIG. 1 shows schematically that the
pairs of control edges can also be machined by an eroding
process. This 1s achieved by moving an eroding wire 18 from
the outside to the inside whereby it first machines the control
cdge at the bushing 1 and subsequently the corresponding
control edge at the piston 2. As FIG. 1 shows 1n its lower
half, the corresponding control edges at the bushing 1 and
the piston 2 are positioned such toward each other that the
corresponding control edges can be machined with the
eroding wire 18 1n one single operation. All pairs of control
edges are machined in this manner.

With the eroding wire 18, the machining process can be
performed by the sink or wire eroding process. It 1s further
possible not only to grind the control edges, but, for
example, also to mill them.

A pilot valve can be manufactured 1n a simple and
inexpensive way with the machining methods described
herein. The pilot valve can be utilized everywhere where
high requirements are exacted with respect to the pilot valve.
Such high requirements are, for example, exacted with
respect to pilot valves which are used in connection with
injection devices for combustion engines. In an 1njection
device that 1s based on the principle of pressure intensifi-
cation a very fast-operating and precise pilot valve 1is
required for the injection process in order to enable the
reliable changeover of the injection actions. With the method
described herein, such a pilot valve can be manufactured
without difficulty. Because of the machining of the
co-operating control edges of each pair of control edges, a
precise correspondence of the control edges 1s ensured. The
control edges remain sharp-edged after the machining pro-
cess at the bushing 1 and the piston 2 so that a reliable
operation of the pilot valve 1s achieved.

With the machining process described herein, all the
control edges 7, 9, 11, 13 of the piston 2 are machined with
precision.
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As can be seen 1n FIG. 2, the control edges at the piston
2 are provided to be threefold. FIG. 2 illustrates this for the
control edges 9 each of which 1s embodied as a sector of a
circle and are provided with a straight bottom 19. In the
same manner, the control edges 7, 11, and 13 are provided
to be threefold. Accordingly, the tools 16, 18 for machining
these control edges are each employed three times at the
same radial level for machining the corresponding control
edges. The control edges 7, 9, 11, 13 which are each shaped
as sectors of a circle are positioned at the circumierence of
the respective annular stay 3, 4 of the piston 2 and are spaced
apart from one another. Thus, unmachined portions 20
remain at the circumierence of the annular stays 3, 4. When
the piston 2 1s inserted mto the bushing 1 1n a rotated
position, this can result 1n a partial overlap of the control
edges 6, 8, 10, 12 at the bushing with the unmachined
portions 20 of the piston 2. This unmachined portion 20 of
the piston 2 should, therefore, be selected to be so large that
the switching operation of the valve, 1n particular, the
opening operation, can always be performed with a sufli-
ciently large cross-section so that hydraulic medium can
flow reliably from the pressure connection P toward the
respective working connection A or B of the bushing 1. The
rotation of the piston 2 within the bushing 1 can occur during
operation. However, it 1s also possible that a disassembling
and cleaning of the two structural members 1, 2 occurs after
the machining process and subsequently, the piston 2 1is
inserted 1nto the bushing 1 1n a rotated position.

The bushing 1 1s provided with a quantity of control edges
6, 8, 10, 12 which corresponds to the quantity of control
edges at the piston 2. On machining the control edges by
means of the tools 16 or 18, a corresponding rotation of
bushing 1 and piston 2 1s necessary for each pair of control
edges so that the proper tool can machine the control edges
located at the same radial level. However, 1t 1s, of course,
possible not to rotate the bushing and the piston 2, but,
instead, to radially remove the tool 16, 18 after machining
one of the pairs of control edges and to position 1t within the
same radial level toward the next pair of control edges in
order to also machine this pair in the manner described.

The unit consisting of bushing 1 and piston 2 can be
mounted 1nto a Diesel or into a gasoline 1njection device of
a combustion engine. This unit can also be 1ntegrated 1nto a
common pilot valve. The pre-injection action as well as the
main injection action of a combustion engine can be con-
trolled by means of such a pilot valve.

The control edges are accessible from the outside so that
the proper tools 16, 18 can be advanced toward the respec-
five control edges without any great effort in order to
machine them. Subsequent to machining the control edges,
the bushing 1 with the piston 2 1s mounted 1n the valve body
(not illustrated).

In the embodiment illustrated and described herein, three
control edges are provided at each radial level 1n order to
ensure a sufficiently large opening cross-section for the flow
of the hydraulic medium without weakening too much the
piston 2 or the bushing 1. Particularly when the control slots
within the bushing 1 are too large, the connecting stays
between adjacent slots could lead to an 1impermissibly high
weakening of the bushing 1. Despite this situation, an
embodiment 1s possible if the bushing 1 or the piston 2 are
designed accordingly, in which only a single control edge or
only two control edges at the bushing 1 and at the piston 2
are provided at the respective radial level.

The valve described herein 1s advantageously a part of a
fuel 1mjector as it 1s exemplarily 1llustrated 1n FIG. 3. It has
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an 1jection valve 22 by means of which the supply of fuel
to a combustion engine, in particular a Diesel engine, 1s
regulated or controlled. The 1njection device has a control
piston 23 which 1s positioned within a housing 24. When the
injection valve 22 1s closed, the control piston 23 abuts a
second stop 26 under the force of a spring 25. The second
stop 26 can be adjustable. It 1s also possible to provide as a
second stop 26 a retaining ring that can be 1nserted into the
housing 24. The control piston 23 1s shown 1n 1ts starting
position 1 which 1t 1s displaced by the spring 25 and in
which an 1njection valve body 27 closes ofl nozzle openings
28. The fuel 1s conveyed 1nto the combustion chamber via
the nozzle openings 28.

The control piston 23 1s provided with a piston surface 29
which 1s pressurized with system pressure. The control
piston 23 1s provided at its opposite end with a recess bore
30 the bottom 31 of which 1s abutted by a pressure trans-
ferring or intensitying piston 32. It has a smaller diameter
than the control piston 23 and projects into a bore 33 of the
housing 24. The system pressure p, 1s 1ntensified by the
pressure intensitying piston 32 creating the larger pressure
p» which acts on the 1njection valve 22.

The valve 1s disposed on the housing 24 and projects with
a projection 34 of the valve body 21 into the housing 24.
Within the wall of this projection 34, at least one seal 35 1s
provided which seals the projection 34 relative to the
housing 24. An annular cavity 36 1s provided within the
projection 34 and is line-connected to the working connec-
tions A, B (FIG. 1) of the valve. The valve is controlled and
monitored by a control unit 37. By means of the control unit
37 coils 38, 39 can be supplied with current. The piston 2
which 1s embodied as an anchor can be displaced by the coils
38. 39 1n the desired direction.

When the internal combustion engine 1s operated the
piston 2 1s displaced by means of the control unit 37 such
that the hydraulic medium which 1s fed by a line 40 within
the valve body 21 is pressurized. The hydraulic medium
reaches the annular cavity 36 and acts with the system
pressure p, upon the piston surface 29 of the control piston
23. The recessed arca 30 positioned opposite the piston
surface 29 1s relieved of pressure and i1s connected to the
atmosphere by a bore 41 penetrating the housing 24. Due to
this design, the control piston 23 can be displaced against the
force of the spring 25. The control piston 23 displaces the
pressure intensifying piston 32 whereby the fuel within the
bore 33 1s pressed 1nto bore channel 43 by a fixedly
connected distribution plate 42 The bore channel 43 1is
provided within an 1nsertion member 44 which 1s received
by a threaded socket member 45. The threaded socket
member 45 1s screwed onto the housing 24 and receives the
injection valve 22 which projects out of the threaded socket
member 45. The distribution plate 42 1s clamped by means
of the threaded socket member 45 between the insertion
member 44 and the housing 24.

The bore channel 43 extends from the distribution plate
42 through the insertion member 44 and the injection valve
22 to an 1njection chamber 46 which 1s penetrated by the
injection valve body 27. An axial bore 47 1s provided,
adjoining the injection chamber 46 and leading to the nozzle
openings 18. The axial bore 47 has a larger diameter than the
portion of the injection valve body 27 which projects into the
axial bore 47. The injection valve body 27 projects into a
central recerving cavity 48 of the insertion member 44. The
central recerving cavity 48 1s closed off at the opposite side
by the distribution plate 42. One end of a compression spring,
49 1s supported on the distribution plate 42 and 1ts other end
rests on a shoulder member 50. The shoulder member 50 1s
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provided at the end portion of the injection valve body 27
that 1s positioned within the central receiving cavity 48 and
has a central projection 51 for centering the compression
spring 49. The injection valve body 27 projects with an
enlarged valve portion 52 into the inmjection chamber 46.
Within the 1njection chamber 46 the enlarged valve portion
52 goes over 1mto a thinner end portion 53.

The enlarged valve portion 52 1s pressurized by the fuel
reaching the injection chamber 46 and the injection valve
body 27 1s pushed back against the force of the compression
spring 49. The nozzle openings 28 are thus released so that
the fuel can enter the combustion chamber.

By means of a back pressure valve 54 provided within the
distribution plate 42 fuel is taken in from a container (not
illustrated) during the return stroke of the pistons 23, 32
through an adjoining channel 55 within the threaded socket
member 45 and within the insertion member 44. The fuel
reaches the bore 33 via the distribution plate 42 so that the
fuel 1s conveyed to the nozzle openings 28 during the next
stroke of the pressure intensifying piston 32 in the manner
described. The channel 55 also opens into the central receiv-
ing cavity 48. During the return stroke of the pressure
intensitying piston 32, the back pressure valve 54 1s opened
up by the low pressure that 1s created and fuel 1s taken 1n.

The specification incorporates by reference the disclosure
of German priority document 199 07 678.2 of Feb. 23, 1999.

The present invention 1s, of course, 1n no way restricted to
the specific disclosure of the specification and drawings, but
also encompasses any modifications within the scope of the
appended claims.

What 1s claimed 1s:

1. A method for machining control edges of a valve
having at least one piston that 1s provided with control edges
which co-operate with control edges fixedly connected to
said valve, said method comprising the step of:

machining respectively co-operating ones of said control
edges 1n one single machining operation with the aid of
one single tool, wherein said control edges fixedly
connected to said valve are at a bushing which receives
said at least one piston, and wherein said bushing is
inserted 1nto a valve body subsequent to machining said
respectively cooperating control edges.

2. A method according to claim 1, wherein said respec-
tively co-operating control edges are machined by said tool
simultaneously.

3. A method according to claim 1, wherein said respec-
tively co-operating control edges are machined by said tool
successively 1n time, but 1in a single operation.

4. A method according to claim 1, wherein said step of
machining comprises axially fixedly positioning said bush-
ing and said at least one piston during machining of said
respectively co-operating control edges.

5. A fuel mjection device with a valve which has control
edges machined according to claim 1 and which activates at
least one 1njection valve body for closing off nozzle
openings, comprising:

said valve having working connections, said valve pro-

vided with said bushing which 1s received by said valve
body;

a control unit for controlling said valve; and

a control piston for displacing said injection valve body
by means of a pressure medium, wherein said pressure
medium 15 supplied to said control piston by said
working connections, wherein said bushing is provided
with said at least one piston which 1s displaced within
said bushing, said bushing and said at least one piston
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are provided with said respectively co-operating con-
trol edges which are machined by said one single tool,
wherein said control edges provided at said at least one
piston are each designed as a sector of a circle.

6. A fuel injection device according to claim 5, wherein
said control piston acts upon a pressure intensitying piston
which pressurizes said pressure medium for displacing said
injection valve body.

7. A Tuel mjection device according to claim 5, wherein
cach control edge designed as the sector of a circle 1s
provided at least twice at the respective radial level of said
at least one piston.

8. A fuel injection device according to claim 7, wherein at
said respective radial level of said at least one piston said at
least twice provided control edges each designed as the
sector of a circle are adjacent to one another and have a
fransition into one another via surface portions of said at
least one piston where no control edges are provided.

9. A method for machining control edges of a valve
having at least one piston that 1s provided with control edges
which co-operate with control edges fixedly connected to

said valve, said method comprising the step of:

machining respectively co-operating ones of said control
edges 1n one single machining operation with the aid of
one single tool, wherein said respectively co-operating
control edges are machined by grinding, and wherein
said step of machining comprises positioning said
bushing and said at least one piston axially relative to
onc another such that said respectively co-operating
control edges are machined simultaneously by said one
single tool comprising respective sides of a grinding
wheel.
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10. A method for machining control edges of a valve
having at least one piston that 1s provided with control edges
which co-operate with control edges fixedly connected to
said valve, said method comprising the step of:

machining respectively co-operating ones of said control
edges 1n one single machining operation with the aid of
one single tool, wherein said respectively co-operating,
control edges are machined by an eroding process,
wherein said step of machining comprises positioning
said bushing and said at least one piston axially relative
to one another such that said respectively co-operating,
control edges are successively machined by said one
single tool comprising an eroding wire that 1s moved
from the outside toward the inside.
11. A method for machining control edges of a valve
having at least one piston that 1s provided with control edges

which co-operate with control edges fixedly connected to
said valve, said method comprising the step of:

machining respectively co-operating ones of said control
edges 1n one single machining operation with the aid of
one single tool, wherein the step of machining com-
prises providing at least two respectively co-operating
control edges at said valve and at said piston at one
radial level and further comprises spacing apart said-
respectively co-operating control edges at a circumfer-
ence of said bushing and said piston at a same radial
level.
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